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Description 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 

[0001] The present invention relates to a method of 
molding large containers having a thin-wall body from 
an injection-molded, thick-wall closed-end parison by 
the process of stretch blow molding. 

2. Background Art 

[0002] It is extremely difficult, because of the desired 
degree of orientation and other reasons, to mold a large 
container {for example, a 20-liter bottle) having a thin- 
wail body from an injection-molded, closed-end parison 
by direct stretch blow molding. A conventional method 
thus prepares a relatively large preform as an interme- 
diate from the closed-end parison before finally forming 
a large container. 

[0003] In actual procedures, when the thickness of the 
wall of the closed-end parison is remarkably greater 
than usual (= not greater than 4 mm), conventional air 
blowing tends to cause a non-uniform section in the pre- 
form. This tendency is especially observed in resins 
which do not have self-healing properties, which poly- 
ethylene terephthalate has. Stretch blow molding the 
preform having such a non-uniform section into a large 
container results in a significant un-uniformity of the wall 
thickness distribution of the resulting large container, 
which may cause critical damage in the molding or form- 
ing process. 

[0004] Polyethylene terephthalate having a wall thick- 
ness of greater than 5 mm suffers from whitening, and 
injection molding a closed-end parison having the great- 
er wall thickness is thus not suited to form a large con- 
tainer by the stretch blow molding. The conventional 
method thus requires a rather complicated process in- 
cluding the steps of: preparing a dual-structured, thick- 
wall closed-end parison by two-step injection molding; 
and stretch blow molding the thick-wall closed-end pari- 
son to a large container after temperature control. 
[0005] The conventional method is thus not applica- 
ble to form a large container, for example, a 20-liter bot- 
tle, by the process of stretch blow molding, although it 
is possible to form a relatively large container from an 
injection-molded closed-end preform. 
[0006] From TW-229 1 74 A a method and apparatus 
for forming a plastic container having an enhanced level 
of crystallinity for improved thermal stability are known. 
A preform is expanded by a pulse-blow process one or 
more times to form an intermediate article, which is fi- 
nally expanded to the full container dimensions. The 
pulse-blow step is conducted at a relatively high-strain 
rate to maximize the formation of crystal nucleation 
sites, followed by deflation to relax the amorphous ori- 
entation. The final expansion step is conducted at a low- 



strain rate to minimize the amorphous orientation. The 
hereby produced container can be used as a refillable 
or hot-fill beverage container. Furthermore, a blow-mold 
and fluid supply apparatus is provided for alternatively 
5 supplying the high and low-strain rate inflations. 

SUMMARY OF THE INVENTION 

[0007] One object of the present invention is thus to 
10 provide a method of preparing a preform having a uni- 
form wall thickness distribution from a closed-end pari- 
son and easily forming a large container form the pre- 
form by the process of stretch blow molding as well as 
to provide an apparatus for the same. 
15 [0008] Another object of the present invention is to 
provide a method of forming a large container by the 
process of stretch blow molding, which is not significant- 
ly different from the conventional method but only 
adopts a different way of air blowing. 
20 [0009] The above and the other related objects are 
realized by a method including the steps of: preparing 
a preform from an injection-molded, thick-wall closed- 
end parison by repeatedly and intermittently applying an 
air blow pressure to the parison and releasing the air 
blow pressure therefrom, where the preform has a 
greater diameter and a thinner wall thickness than the 
closed-end parison; and stretch blow molding the pre- 
form to a thin-wall large container. 
[0010] The closed-end parison is released from a 
mold immediately after a skin layer keeping a parison 
shape is formed on the surface of the closed-end pari- 
son having a high inner temperature. The closed-end 
parison is then molded to a preform with a preform mold 
heated to a predetermined temperature, while the sur- 
face temperature of the parison is increased by an in- 
ternal heat of the parison. The preform kept at a stretch 
blow molding temperature is stretch blow molded in a 
blow mold to produce a large container. 
[0011] According to the method of the present inven- 
tion, part of the closed-end parison is expanded by ap- 
plication of an air blow pressure, which results in reduc- 
ing the wall thickness and decreasing the internal heat 
of the expanded part. Release of the air blow pressure 
gets rid of the internal resistance and accordingly caus- 
es a contraction, which is less than the expansion but 
returns the wall thickness of the expanded part to an 
extent corresponding to the degree of contraction. The 
expanded and subsequently contracted part has less in- 
ternal heat than that of the residual part. Thus next ap- 
plication of air blow pressure expands another part by 
a greater degree than that of the expanded and subse- 
quently contracted part. 

[0012] Repeated application of air blow pressures 
successively expands respective parts of the closed- 
end parison to finally expand the whole parison. This 
effectively prevents critical damage and significant de- 
formation of the parison due to the partial expansion and 
gives a preform which is easily molded to a large con- 
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tainer. . 

[0013] Repeated expansion and contraction of re- 
spective parts of the parison through the intermittent ap- 
plication and release of air blow pressures easily gives 
a preform, even when material applied is a resin which 5 
does not have self-healing properties, which polyethyl- 
ene terephthalate has. The preform is then blown to a 
large container having a uniform wall thickness distribu- 
tion. 

[0014] These and other objects, features, aspects, 10 
and advantages of the present invention will become 
more apparent from the following detailed description of 
the preferred embodiment with the accompanying draw- 
ings. 

15 

BRIEF DESCRIPTION OF THE DRAWINGS 
[0015] 

Fig. 1 is a partially cross-sectional, front view illus- 20 
trating a molding device in the open state, which is 
applicable to stretch blow molding of a large con- 
tainer according to the method of the present inven- 
tion; 

Fig. 2 is a plan view illustrating an essential part of 25 
the molding device, where a preform mold is insert- 
ed between halves of blow mold; 
Fig. 3 is a plan view illustrating the essential part of 
the molding device, where the halves of blow mold 
are closed while inserting the preform mold; 30 
Fig. 4 is a vertical cross sectional view schematical- 
ly illustrating a process or molding a preform; 
Fig. 5 is a vertical cross sectional view schematical- 
ly illustrating the blow mold after the preform mold 
is removed; and 35 
Fig. 6 is a vertical cross sectional view schematical- 
ly illustrating a process of molding a large container 
with the blow mold. 

DETAILED DESCRIPTION OF THE PREFERRED 40 
EMBODIMENTS 

[0016] Figs. 1 through 6 illustrate an embodiment of 
molding device applicable to stretch blow molding of a 
large container according to the method of the present 45 
invention. A blow mold 1 includes mold halves 12, 12 
attached to inside of freely movable clamping plates 1 1 , 
11 and a vertically movable bottom mold 13. The mold 
halves 12, 12 have mating surfaces to conform to the 
shape of a cavity 14 of a resulting large container. The 50 
mold halves 12,12 are combined to form, on their upper 
end, a receptacle 1 9 for a lip die 3. A support rod 1 5 for 
a preform (described later) is projected from the center 
of the bottom mold 1 3 in such a manner as to allow ver- 
tical movement for protrusion and withdrawal. The sup- 55 
port rod 15 is held by a spring member 18 incorporated 
in a plunger 1 7 of an elevating mechanism 1 6 as shown 
in Figs. 4 through 6. 



[0017] A closed-end parison 2 prepared by the proc- 
ess of injection molding is shifted to be positioned above 
the blow mold 1 while a neck of the closed-end parison 
2 is held by the lip die 3. The closed-end parison 2 is 
lifted down with a transfer plate 4 to be placed on the 
center of the mold halves 12, 12 in the open state. A 
blow core 5 and a stretch rod 6 run through the lip die 3 
and the transfer plate 4 received in the receptacle 1 9 on 
the upper end of the blow mold 1 in the closed state and 
are inserted downward into the closed-end parison 2 as 
illustrated in Fig. 4. 

[001 8] A preform mold 7 used for molding the closed- 
end parison 2 into a preform is attached to a movable 
board 81 of a horizontally reciprocating unit 8 placed on 
a base on the side of the blow mold 1 . The movable plate 

81 is disposed upright on a front end of a movable bot- 
tom plate 83, which is guided by a guide rail on a table 

82 for advance and retreat. The movable plate 81 is 
linked with an end of a movable rod 86 of a hydraulic 
driving unit 85 via a member 84 on the movable bottom 
plate 83. Support shafts 87, 87 are horizontally extend- 
ed over upper and lower ends of front surface. A pair of 
upright support plates 88, 88 are attached to both ends 
of the support shafts 87 to allow a pivotal movement 
about a base end, and continuously pressed outward by 
a spring member 89 spanned across the support plates 
88, 88 and in the vicinity of the support shafts 87. 
[0019] Frames 90, 90 are further arranged inside the 
pair of support plates 88, 88. Mold halves 71 , 71 of the 
preform mold 7 are fitted in the frames 90, 90, where a 
pair of thermal insulating boards 91, 91 are positioned 
between the mold halves 71 , 71 and the pair of support 
plates 88, 88. 

[0020] The mold halves 71, 71 have mating surfaces 
to conform to the shape of a cavity 72. The mold halves 
71, 71 are combined to form, an their upper end, a re- 
ceptacle 73 for receiving the lip die 3, where the recep- 
tacle 73 is placed at the same height as the receptacle 
19 of the blow mold 1. An aperture 74, in which the sup- 
port rod 1 5 is inserted and fitted, is formed on the bottom 
center of the mold halves 71 , 71 . 
[0021] As shown in Fig. 2, the mold halves 71, 71 of 
the preform mold 7 in the open state are moved hori- 
zontally with the pair of support plates 88, 88 and insert- 
ed between the mold halves 12, 12 of the blow mold 1 
in the open state. The mold halves 71 , 71 of the preform 
mold 7 are pressed inward against the force of the spring 
member 89 and closed by taking advantage of the force 
applied to close the blow mold 1 and transmitted to press 
the support plates 88, 88 inward. The mating surface of 
the mold halves 71, 71 accordingly form the shape of 
the cavity 72 of a preform 10. 

[0022] Release of the closing force by opening the 
blow mold 1 allows the mold halves 71,71 of the preform 
mold 7 to be automatically opened by means of the 
spring member 89 and to be movable, in the open state, 
outside the blow mold 1 by the reciprocating unit 8. 
[0023] A typical process of stretch blow molding a 
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large container with the molding device thus constructed 
is described hereinafter. 

[0024] A closed-end parison 2 having a wall portion 
to be stretched of approximately 10 mm in thickness and 
a shorter length than a final large container is prepared 5 
by injection molding a polycarbonate. The closed-end 
parison 2 under the high-temperature condition is re- 
leased from an injection mold and a core mold (not 
shown) while a neck of the parison 2 is held by the lip 
die 3. Immediately after the release, the closed-end pari- 10 
son 2 is shifted with the lip die 3 by means of the transfer 
plate 4 to be positioned above the blow mold 1 in the 
open state. 

[0025] After completion of the shift, the preform mold 
7 heated to 140° to 1 50°C is horizontally advanced with 15 
the pair of support plates 88, 88 and inserted between 
the mold halves 12, 12 of the blow mold 1 (see Fig. 2). 
[0026] The closed-end parison 2 is lifted down with 
the lip die 3 and the transfer plate 4 to be positioned 
between the mold halves 12,12. The blow mold 1 1s tern- 20 
porarily closed, so that the preform mold 7 is closed and 
pressed via the mold halves 12, 12 of the blow mold 1 
as illustrated in Fig. 3. The closing force allows the sup- 
port rod 1 5 projected from the bottom mold 1 3 to be fitted 
and received in the aperture 74 formed on the bottom 25 
of the preform mold 7. 

[0027] After the closing of the preform mold 7, the 
blow core 5 and the stretch rod 6 are inserted downward 
through the transfer plate 4 and the lip die 3 into the 
closed-end parison 2 as illustrated in Fig. 4. This allows 30 
the closed-end parison 2 to be stretched in an axial di- 
rection by the stretch rod 6 and expanded by application 
of air blow pressures. Air is blown in repeatedly and in- 
termittently, whereas the stretch in the axial direction is 
implemented only in the process of first air blow. The 35 
stretch in the axial direction allows the bottom of the 
closed-end parison 2 to be securely held between the 
stretch rod 6 and the support rod 15. 
[0028] The air pressure of approximately 2 kg is blown 
intermittently 4 through 6 times. After each application *o 
of air blow pressure, the blown air is released for the 
removal of internal pressure and each expanded part is 
accordingly contracted back to some extent. It is essen- 
tial to set an extremely short air blow time for preventing 
localized extreme expansion. The final air blow time is 45 
set relatively long, for example, approximately 4 sec- 
onds, in order to expand the whole parison 2 to the 
shape of the cavity 72. The cylindrical preform 1 0 having 
a wall thickness of approximately 5 mm subsequently 
undergoes the stretch blow molding process to form a so 
final large containers. 

[0029] After the molding of the preform 1 0 is conclud- 
ed, the blow mold 1 is opened and the pressing force to 
the mold halves 71 , 71 of the preform mold 7 is removed. 
The mold halves 71, 71 automatically open by means 55 
of the spring pressure while the preform 10 is kept at its 
molding position. The preform mold 7 is then retreated 
horizontally by means of the reciprocating unit 8 and re- 



turned to the position on the side of the blow mold 1 . In 
this state, the preform 10 is supported by the support 
rod 15 to be positioned on the center of the blow mold 
1 as illustrated in Fig. 5. This effectively prevents a draw- 
down of the preform 10 due to the heat held in the pre- 
form 10. 

[0030] The blow mold 1 is closed and pressed again, 
so that the preform 10 is stretched in the axial direction 
by the stretch rod 6 and expanded by application of air 
blow pressures. The air blowing process includes a pri- 
mary low-pressure step and a secondary high-pressure 
(8 kg or higher) step. Simultaneously with or otherwise 
after the expansion of the preform 10 by the secondary 
high pressure, the bottom mold 13 is lifted up to define 
a bottom mold 13 allows the support rod 15 to be ac- 
commodated in the bottom mold 13 against the force of 
the spring member 18 and gives a large container 100 
having a wall thickness of approximately 1 .2 mm as the 
final product as illustrated in Fig. 5. 
[0031] The above embodiment is only illustrative and 
not restrictive in any sense. There may be many modi- 
fications, alterations, and changes without departing 
from the scope of essential characteristics of the present 
invention. The scope of the present invention are limited 
only by the terms of the appended claims. 



Claims 

1 . A method of molding a large container ( 1 00) by the 
process of stretch blow molding, said method com- 
prising the steps of: t 

injection molding a closed-end parison (2) hav- 
ing a thick-wall portion to be stretched and a 
shorter length than a final large container (1 00) 
within a cavity defined by an injection mold, a 
core mold and a lip die (3); 
releasing said closed-end parison (2) from the 
injection mold and the core mold, while a com- 
pletely solidified neck of said closed-end pari- 
son being held by the lip die (3), immediately 
after a skin layer keeping a parison shape is 
formed on surface of said closed-end parison 
(2) having a high inner temperature; 
shifting said released, closed-end parison (2) 
with said lip die (3) to a mold halves (71) of a 
preform mold (7) previously heated to a prede- 
termined temperature; 

receiving said closed-end parison (2) between 
said mold halves (71) of said preform mold (7) 
in an open state, and closing said mold halves 
(71) of said preform mold (7) to position said 
closed-end parison (2) on a center of a preform 
cavity (72), which is defined by mating surfaces 
of said mold halves (71); inserting a blow core 
(5) and a stretch rod (6) downward through said 
lip die (3) into said closed-end parison (2) after 
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dosing said preform mold (7), so as to allow 
said closed-end parison (2) to be stretched in 
an axial direction by said stretch rod (6) and 
expanded by application of an air blow pressure 
while said closed-end parison (2) having suffi- 5 
cient heat; 

repeatedly and intermittently blowing in low- 
pressure air for a short time and subsequently 
releasing said low-pressure air, while imple- 
menting "the stretch in trie axial direction only 10 
during a first air blow, thereby expanding said 
closed-end parison (2) to fill said preform cavity 
(72) to mold a predetermined preform (10) hav- 
ing an intermediate size between said closed- 
end parison (2) and said final large container 15 
(100); 

placing said preform (10) in a blow mold (12, 
13); and 

manufacturing said large container (100) hav- 
ing a thin-wall body as a final product by the 20 
process of stretch blow molding. 

2. A method as claimed in Claim 1 , wherein a time pe- 
riod of final air blow in said step of intermittently 
blowing air is set longer than other time periods of 25 
said intermittent low-pressure air blow, in order to 
expand said closed-end parison (2) to fill said pre- 
form cavity (72) and mold said predetermined pre- 
form (10). 

30 

3. A method as claimed in Claim 1 or 2, wherein said 
preform (10) is supported by a support member 
(15), which is withdrawn into a bottom mold (13) by 
means of air pressure in the step of stretch blow 
molding, said supporting with support member (15) 35 
preventing a draw-down of said preform (10) due to 
heat held in said preform (10). 

4. A method as claimed in any one of Claims 1 through 

3, wherein said step of stretch blow molding further *o 
comprises applying a primary low-pressure air blow 
and a secondary high-pressure air blow, so as that 
said preform (10) is expanded to said final large 
container (100) by the secondary high pressure. 

45 

5. A method as claimed in any one of Claims 1 through 

4, wherein said closed-end parison (2) is prepared 
from polycarbonate by the process of injection 
molding and molded to a preform (10) of a prede- 
termined size with a preform mold (7) heated to 50 
140° through 150°C. 



Patentanspruche 

55 

1. Verfahren zum Formen eines groften Behalters 
(100) durch den Streckblasformprozess, wobei das 
Verfahren die Schritte umfasst: 2. 



Spritzgieflen eines einseitig geschlossenen 
Rohlings (2) mit einem zu streckenden dick- 
wandigen Teil und einer kurzeren Lange als ein 
v fertiger grofcer Behalter (100) innerhalb eines 
durch eine Spritzgussform, eine Kernform und 
eine Lippenform (3) begrenzten Hohlraums; 
Freigeben des einseitig geschlossenen Roh- 
lings (2) aus der 

Spritzgussform und der Kernform, wahrend ein 
vollstandig verfestigter Hals des einseitig ge- 
schlossenen Rohlings von der Lippenform (3) 
gehalten wird, unmittelbar nachdem sich eine 
Hautschicht, die eine Form des Rohlings be- 
wahrt, auf der Oberflache des einseitig ge- 
schlossenen Rohlings (2) gebildet hat, der eine 
hohe innere Temperatur aufweist; 
Verschieben des freigegebenen einseitig ge- 
schlossenen Rohlings (2) mit der Lippenform 
(3) zu Formhalften (7 1 ) einer zuvor auf eine vor- 
bestimmte Temperatur erwarmten Vorformling- 
form (7); Aufnehmen des einseitig geschlosse- 
nen Rohlings (2) zwischen den Formhalften 
(71) der in einem offenen Zustand befindlichen 
Vorformlingform (7) und SchliefJen der Form- 
halften (71) der Vorformlingform (7), um den 
einseitig geschlossenen Rohling (2) in einer 
Mitte eines Vorformling-Hohlraums (72) zu po- 
sitionieren, der von Beruhrungsflachen der 
Formhalften (71) begrenzt wird; 
Einfuhren eines Blaskerns (5) und einer Streck- 
stange (6) nach unten durch die Lippenform (3) 
in den einseitig geschlossenen 1 Rohling (2) 
nach dem Schliefien der Vorformlingform (7), 
so dass es ermoglicht wird, den einseitig ge- 
schlossenen Rohling (2) mittels der Streckstan- 
ge (6) in einer axialen Richtung zu strecken und 
durch Aufbringen eines Lufteinblasdrucks auf- 
zuweiten, wahrend der einseitig geschlossene 
Rohling (2) ausreichend Warme besitzt; 
wiederholtes und intermittierendes Einblasen 
von Niederdruckluft uber einen kurzen Zeit- 
raum und anschliefcendes Ablassen der Nie- 
derdruckluft, wahrend das Strecken in der axia- 
len Richtung nur wahrend eines ersten Luftein- 
blasens durchgefuhrtwird, wodurch der einsei- 
tig geschlossene Rohling (2) aiifgeweitet wird, 
um den Vorformling-Hohlraum (72) zu fallen, 
um einen vorbestimmten Vorformling (10) zu 
formen, der eine Zwischengrofie zwischen 
dem einseitig geschlossene Rohling (2) und 
dem fertigen Behalter (100) aufweist; 
Platzieren des Vorformlings (10) in einer Bias- 
form (12, 13); und 

Herstellen des grofien Behalters (100) mit ei- 
nem dunnwandigen Korper als Endprodukt 
durch den Streckblasformprozess. 

Verfahren nach Anspruch 1, bei dem ein Zeitraum 
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fur das letzte Einblasen von Luft beim Schritt des 
intermittierenden Einblasens von Luft langer einge- 
stellt wird als andere Zeitraume fur das intermittie- 
rende Einblasen von Niederdruckluft, urn den ein- 
seitig geschlossenen Rohling (2) aufzuweiten, so 5 
dass erden Vorformling-Hohlraum (72) fullt und der 
vorbestimmte Vorformling (10) geformt wird. 

3. Verfahren nach Anspruch 1 oder2, bei d em der Vor- 
formling (10) durch ein Halteelement (15) abge- 10 
stutzt wird, das beim Schritt des Streckblasformens 
mittels Luftdruck in eine Bodenform (13) zuruckge- 
zogen wird, wobei das Abstutzen mit dem Halte- 
element (15) ein Herabziehen des Vorformlings 
(10) infolge von im Vorformling (10) enthaltener 15 
Warme verhindert. 

4. Verfahren nach einem der Anspruche 1 bis 3, bei 
dem der Schritt des Streckblasformens welter die 
Verwendung eines primaren Niederdruckiufteinbla- 20 
sens und eines sekundaren Hochdrucklufteinbla- 
sens umfasst, so dass der Vorformling (10) durch 
den sekundaren Hochdruck zum fertigen groften 
Behalter (1 00) aufgeweitet wird. 

25 

5. Verfahren nach elnem der Anspruche 1 bis 4, bei 
dem der einseitig geschlossene Rohling (2) durch 
den Spritzgieflprozess aus Polycarbonat herge- 
stellt und mit einer auf 140° bis 150°C erwarmten 
Vorformlingform (7) zu einem Vorformling (10) einer 30 
vorbestimmten Grofte geformt wird. 

Revendications 

35 

1. Procede de moulage d'un grand recipient (100) par 
le procede de moulage par soufflage par allonge- 
ment, ledit procede comprenant les etapes consis- 
tant a : 

40 

mouler par injection une paraison a extremite 2. 
fermee (2) ayant une partie a paroi epaisse de- 
vant etre allongee et une longueur inferieure a 
celle d'un grand recipient final (100) a I'interieur 
d'une cavite definie par un moule d'injection, un *5 
moule de noyau et une filiere a levre (3) ; 
liberer ladite paraison a extremite fermee (2) du 
moule a injection et du moule de noyau, tandis 
qu'un etranglement completement solidifie de 
ladite paraison a extremite fermee est mainte- so 3. 
nu par la filiere a levre (3), immediatement 
apres la formation d'une couche de surface 
conservant une forme de paraison a la surface 
de ladite paraison a extremite fermee (2) ayant 
une temperature interieure plus elevee ; 55 
deplacer ladite paraison a extremite fermee li- 
berie (2) avec ladite filiere a levre (3) vers des 
moities de moule (71) d'un moule de preforme 



(7) prealablement chauffe a une temperature 
predeterminee ; 

recevoir ladite paraison a extremite fermee (2) 
entre lesdites moities de moule (71 ) dudit mou- 
le de preforme (7) a I'etat ouvert, et fermer les- 
dites moities de moule (71) dudit moule de pre- 
forme (7) pour placer ladite paraison a extremi- 
te fermee (2) sur le centre d'une cavite de pre- 
forme (72), qui est definie par des surfaces 
d'accouplement desdites moities de moule 
(71); 

inserer un noyau de soufflage (5) et une tige 
d'allongement (6) vers le bas a travers ladite 
filiere a levre (3) dans ladite paraison a extre- 
mite fermee (2) apres avoir ferme ledit moule 
de preforme (7), afin de permettre a ladite pa- 
raison a extremite fermee (2) d'etre allongee 
dans une direction axiale par ladite tige d'allon- 
gement (6) et dilatee par application d'une 
pression de jet d'air tandis que ladite paraison 
a extremite fermee (2) a suffisamment de 
chaleur ; 

souffler de maniere repetee et intermittente de 
I'air a basse pression pendant une breve perio- 
de puis liberer ledit air a basse pression tout en 
realisant I'allongement dans la direction axiale 
uniquement pendant un premier jet d'air, dila- 
tant ainsi ladite paraison a extremite fermee (2) 
pour remplir ladite cavite de preforme (72) pour 
mouler une preforme predeterminee (10) ayant 
une taille intermediaire entre ladite paraison a 
extremite fermee (2) et ledit grand recipient fi- 
nal (100); 

placer ladite preforme (10) dans un moule de 
soufflage (12, 13) ; et 

fabriquer ledit grand recipient (100) ayant un 
corps a paroi mince sous la forme d'un produit 
final par le procede de moulage par soufflage 
par allongement. 

Procede selon la revendication 1, dans lequel une 
periode de soufflage d'air final dans ladite etape de 
soufflage intermittent d'air est definie pour etre plus 
longue que d'autres periodes dudit jet d'air a basse 
pression intermittent, afin de dilater ladite paraison 
a extremite fermee (2) pour remplir ladite cavite de 
preforme (72) et mouler ladite preforme predeter- 
minee (10). 

Procede selon la revendication 1 ou 2, dans lequel 
ladite preforme (10) est supportee par un element 
de support (15) qui est retire dans un moule de fond 
(13) au moyen d'une pression d'air dans I'etape de 
moulage par soufflage par allongement, ledit sup- 
port par ledit element de support (15) empechant 
une reduction de Petirage de ladite preforme (10) 
due a la chaleur enfermee dans ladite preforme 
(10). 
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4. Procede selon Tune quelconque des revendications 
1 £ 3, dans lequel ladite etape de moulage par souf- 
flage par allongement comprend en outre Implica- 
tion d'un jet d'air a basse pression principal et d'un x 
jet d'air a haute pression secondaire, de telle sorte 5 

que ladite preforme (10) soit dilatee pour donner le- 
dit grand recipient final (100) par la haute pression 
secondaire. 

5. Procede selon Tune quelconque des revendications 10 
1 a 4, dans lequel ladite paraison a extremite fer- 
mee (2) est preparee en polycarbonate par le pro- 
cede de moulage par injection et moulee pour don- 
ner une preforme (10) d'une taille predeterminee 
avec un moule de preforme (7) chauffe a 140° a *5 
150°C. 
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